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[57] ABSTRACT 

There is noW provided a method of machining and shaping 
a through opening in a ?ber-reinforced composite material 
starting from a preformed hole. At least one rotation sym 
metrical milling body With a substantially smaller diameter 
than that of the preformed hole is placed in that hole and the 
opening is machined and shaped by the milling body partly 
rotating around its oWn axis, partly by a translational move 
ment relative to the edge of the opening. According to the 
method, the ?ber-reinforced material is oriented in such a 
Way that the axis of rotation of the milling body is essentially 
perpendicular to the longitudinal direction of the ?bers at the 
edge of the opening. The siZe and/or form of the ?nished 
opening differs signi?cantly from that of the preformed hole. 
The radial spread of the damages and/or the defects de?ne 
a loWer limit for the amount of material removed. 

6 Claims, 2 Drawing Sheets 
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METHOD OF MACHINING COMPOSITES 

This application is a continuation of application Ser. No. 
08/428,702, ?led Apr. 25, 1995, abandoned, a continuation 
of application Ser. No. 08/063,696, ?led May 20, 1993, 
abandoned. 

BACKGROUND OF THE INVENTION 

The present invention relates to a method of machining 
and shaping a through opening in a ?ber-reinforced com 
posite material. 

SWedish patent application 9201420-8 discloses a method 
of machining and shaping a through opening With damage 
free edges in a ?ber-reinforced composite material With high 
precision by placing a rotationally symmetrical grinding 
body in a preformed hole With the composite material being 
oriented in such a Way that the aXis of rotation of the 
grinding body is essentially perpendicular to the longitudinal 
direction of the ?bers at the edge of the opening. The 
opening is machined and shaped by the grinding body partly 
rotating around its own ads, partly performing a revolving 
motion relatively to the edge of the opening. Grinding, 
hoWever, is a sloW process With several limitations to its 
effective commercial use in such a method. 

OBJECTS AND SUMMARY OF THE 
INVENTION 

It is an object of this invention to avoid or alleviate the 
problems of the prior art. 

It is further an object of this invention to provide an 
improved method of machining and shaping a through 
opening in a ?ber-reinforced composite material. 

The present invention provides a method of machining 
and shaping a through opening in a ?ber-reinforced com 
posite material starting from a preformed hole comprising 
placing at least one rotationally symmetrical milling body 
With substantially smaller diameter than that of the pre 
formed hole in said hole and machining and shaping the 
desired opening With the milling body partly rotating around 
its oWn aXis and partly by performing a translational move 
ment relative to the edge of the opening, the ?ber-reinforced 
material in the composite being oriented so that the aXis of 
rotation of the milling body is essentially perpendicular to 
the longitudinal direction of the ?bers at the edge of the 
opening, the siZe and/or geometry of the ?nished opening 
differing signi?cantly from that of the preformed hole, the 
radial spread of the damages/defects arising from the pre 
forming of said hole de?ning a loWer limit for the amount of 
material removed. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention is described closer in the folloWing under 
reference to the accompanying draWings in Which one 
embodiment is shoWn by Way of eXample. This embodiment 
can hoWever be modi?ed Within the scope of the claims. 

FIGS. 1A, 1B, 2A and 2B illustrate hoW a through 
opening is shaped in a ?ber-reinforced composite plate using 
a rotationally symmetrical milling cutter body according to 
the present invention. 

In FIGS. 1A, 1B, 2A and 2B, 1 is the ?ber-reinforced 
laminate, 2 is the preformed hole, 3 is the milling body, 5 is 
the aXis of rotation of the milling body, and 6 is the damages 
and/or defects. In FIG. 2A, 7 is the ?nished opening. 

FIG. 3 shoWs a side vieW of a milling cutter provided With 
inserts useful in the present invention. 
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2 
FIG. 4 shoWs a top vieW of the mill in FIG. 3. 
In FIGS. 3 and 4, 10 is the milling body, 11 is an insert, 

12 is the central hole in an insert 11, 13 is the side surface 
of an insert 11, 14 is the clearance face of an insert 11, and 
15 is the edge surface of an insert 11. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS OF THE 

INVENTION 

It has noW turned out that by using a milling body rather 
than a grinding tool, a signi?cantly higher rate of cutting, 
less heat generation as Well as better machining economy 
can be obtained. 

According to the present invention, there is noW provided 
an improved method of machining and shaping a through 
opening in a ?ber-reinforced composite material. The 
method is described for the case as shoWn in FIGS. 1A, 1B, 
2A and 2B Where the material is present in form of a plane 
plate 1, a laminate composed of a number of lamellas 
containing continuous ?ber reinforcements, Whereby the 
lamellas are piled on top of each other. The ?bers lie oriented 
in planes parallel to the plane of the laminate, Whereby the 
?ber directions are 0°, 90°, 45° and —45°. An opening 2 in 
the laminate is shaped ?rst by, for eXample, drilling. Dam 
ages and/or other defects 6 frequently arise at the edge of the 
opening. In the preformed hole 2, a rotationally symmetrical 
milling body 3 having spiral cutting edges 3A is placed. A 
distance D betWeen opposite ends of each cutting edge 3A 
in a direction parallel to the aXis of rotation is greater than 
a depth d of the hole 2. Also, each cutting edge extends 
around the aXis less than 360 degrees Within the hole. That 
is, the portion of each cutting edge extending Within the 
depth d of the hole 2 eXtends circumferentially for less than 
360 degrees, as can be seen in FIG. 1B for eXample. The 
laminate is oriented in such a Way that the aXis of rotation 
of the milling body 5 is perpendicular to the longitudinal 
direction of the ?bers in the plate 1, i.e., perpendicular to the 
plane of the laminate. The opening 2 is machined by the 
milling body 3 partly rotating around its oWn aXis 5 and 
partly by performing a translational movement relative to 
the edge of the opening 2 so that the damage and other 
defects 6 resulting from the shaping of the opening 2 are 
removed. The siZe and/or form of the ?nished opening 7 
differs substantially from that of the preformed hole 2. While 
the ?nished opening can have any desired shape and siZe, 
machining With the milling body is conducted to at least 
remove the damage or other defects 6. 

The milling body is suitably a so-called long edge milling 
cutter of high speed steel or solid cemented carbide or a 
metal-base With braZed or indeXable, removable inserts of 
cemented carbide, titanium-based carbonitride alloy (so 
called cermet) or ceramics. Such inserts are Well-known in 
the art and inserts of these types can be used. The milling 
cutter (if high speed steel or cemented carbide) or the inserts 
are preferably coated With at least one thin layer of Wear 
resistant material such as TiC, TiN and/or Al2O3 applied by 
the knoWn CVD- and PVD-methods as knoWn in the art. A 
thin layer of diamond is a particularly suitable coating. The 
total thickness of the coated layer is 20 pm, preferably 2—10 
pm. 

Alternatively, the milling cutter contains one or more 
diamond bodies or said inserts are diamond impregnated, 
e.g., according to US. patent application Ser. No. 07/811, 
527, incorporated herein by reference. 

Particularly appropriate for use in the process of the 
present invention is the so-called drilling mill Whereby the 
Whole operation can be performed With only one tool. 
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For making larger openings, a milling cutter With the 
design shown in FIGS. 3 and 4 is particularly suitable. This 
milling cutter is a milling body 10 equipped With removable 
inserts 11. The inserts 11 can be provided With a central hole 
12 through the insert, Wherein a threaded locking pin (not 
shoWn) is inserted to clamp the insert 11. When machining, 
the milling cutter rotates counterclockwise in FIG. 4 
Whereby the side surface 13 of the insert 11 forms the 
clearance face of the cutting edge 14 and the edge surface 15 
forms the edge of the insert chip face. A number of inserts 
11 in the shoWn embodiment are arranged in a spiral path in 
the longitudinal direction of the milling body 10. Four such 
spiral paths are uniformly distributed around the circumfer 
ence of the milling body 10. 

The principles, preferred embodiments and modes of 
operation of the present invention have been described in the 
foregoing speci?cation. The invention Which is intended to 
be protected herein, hoWever, is not to be construed as 
limited to the particular forms disclosed, since these are to 
be regarded as illustrative rather than restrictive. Variations 
and changes may be made by those skilled in the art Without 
departing from the spirit of the invention. 
What is claimed is: 
1. A method of machining and shaping a preformed initial 

hole in a ?ber-reinforced composite, an edge of said initial 
hole having damages or defects possessing a radial spread, 
said method comprising the steps of: 
A) placing in said initial hole a machining tool having a 

smaller diameter than said initial hole, said tool includ 
ing a body de?ning a longitudinal axis of rotation, and 
a plurality of cutting edges disposed symmetrically on 
an outer periphery of said body, and eXtending gener 
ally spirally about said aXis of rotation, a distance 
betWeen opposite ends of each spiral cutting edge in a 
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direction parallel to said aXis of rotation being greater 
than the depth of said initial hole, each of said cutting 
edges eXtending continuously betWeen said ends 
thereof and around said axis of rotation less than 360 
degrees Within said initial hole, said aXis of rotation 
oriented substantially perpendicular to a longitudinal 
direction of reinforcement ?bers disposed at said edge; 

B) moving said body along said edge of said initial hole 
While rotating said body about said aXis of rotation and 
While maintaining said ends of said spiral cutting edges 
outside of said initial hole, With said aXis of rotation 
offset radially from a center aXis of said initial hole and 
With said cutting edges in contact With said edge of said 
initial hole so as to enlarge said initial hole into a 
?nished opening; 

C) performing step B to remove an amount of said 
composite Wherein a loWer limit of said removed 
amount is de?ned by said radial spread of said damages 
or defects; and 

D) removing the machining tool from the enlarged hole. 
2. The method according to claim 1 Wherein each of the 

cutting edges is de?ned by a plurality of spaced apart cutting 
inserts arranged in a generally spiral path. 

3. The method according to claim 2 Wherein the inserts are 
formed of cemented carbide. 

4. The method according to claim 2 Wherein the inserts are 
formed of a ceramic. 

5. The method according to claim 2 Wherein the inserts are 
coated With diamond. 

6. The method according to claim 2 Wherein the inserts are 
indeXable. 


